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Cut&Form — Production of internal threads
by a combination of machining and cold forming

The internal thread production system Cut&Form is a
combination of machining and cold-forming processes
which each produce a specific part of the thread profile.
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e Strengthened threads and increased long-term
resistance

e Cold forming of large threads with coarse pitch

e Cold forming of threads in difficult materials

e Extra smooth thread surfaces
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#5&4 v 7 - Cold-Forming Taps EMUEE
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Cold-forming taps Cold-forming taps Cold-forming taps Cold-forming taps
with reinforced shank with reduced shank with long shank with extra long shank
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EMUGE #2422 &% 97 - Cold-Forming Taps with Special Tolerance
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YIHIHN T EE5E Y v 7 - Cold-Forming Taps with Internal Coolant Supply
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STEEL
SN-IKZ

279

A/ 7A—L
VA/E-SN-IKZ
PM-TIN-T26

280

PM-TIN-T26

283, 289, 292, 293

297

1/ 7x—1L
GAL-SN-IKZN
PM-TICN

281

A1/ 7x—L
STEEL-M-SN-IKZ
PM-TIN-66

279, 287
296

1/ 74—
AL-SN-IKZ
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281

283, 286, 289, 291
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299, 300
301, 302
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A/ 74—
GAL/E-SN-IKZN
PM-TICN

282

STEEL-M/E-SN-IKZ
PM-TIN-66
NR—3 - Page
279, 287
296

A/ 7x—1
AL/E-SN-IKZ
PM-GLT-8
~R—3J - Page
281

A/ 7A—1
Z/E-SN-IKZ
PM-TIN-80

~R—3 - Page
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A/ 7A—=1
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PM-TIN-80

~R—3 - Page
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A/ 71—
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Please note:

Product finder and cutting data

The circumferential speeds (v in m/min) listed in the respective columns
are standard values which have to be adjusted to individual work conditions

(material, lubrication, machine etc.).
The suitability is marked as follows:

- Cold-forming tap is very suitable

W5 YT DELS
- PR E AT TRT | B
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- Cold-forming tap is suitable

YV = DN BREILE (Fro 77 —RY)

AYVY = DIN form / threads (iead taper length)

EEIM BB (L 838 - 851 R—IHETELEE LN,

International comparison of materials, see page 838 - 851.

T7VT— 3y - #BEHIM FlERD @ M EBI(DIN{) MREBIJISTH)
Applications — material Tensile Strength Material examples Material numbers
Ei] Steel materials
FRfE R U S Cold-extrusion steels, Cq15
11 |semisEmkzm Construction steels, < 600 N/mm?2 S235JR (S137-2) S, S, SS400, STRM,
RESHE Free-cutting steels, etc. 10SPb20 ' '
HemE SRR RN Construction steels, E360 (St70-2)
21 |BxS Cementation steels, < 800 N/mm2 16MnCr5 S35Cvssﬁ5géngfﬁ:w52|"liLSCMn,
i Steel castings, etc. GS-25CrMo4 nass,
=R Cementation steels, 20MoCr3
P 3.1 | EILIESR Heat-treatable steels, <1000 N/mm2 42CrMo4 g’éw ggyl-‘l‘ 1SSCH11§18’\HMS4L?J%
BEREH Cold work steels, etc. 102Cr6 n ol '
HILIBH Heat-treatable steels, 50CrMo4
41 | SEBSE Cold work steels, <1200 N/mm? X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP
Edlg] Nitriding steels, etc. 31CrMo12
maei High-alloyed steels, X38CrMoV5-3
51 &I EMH(sH<EA) Cold work steels, < 1400 N/mm2 X100CrMoV8-1-1 SKD12, SKD61, SKT, SUH, SKH
AT B GELSER) Hot work steels, etc. X40CrMoV5-1
ATVLA Stainless steel materials
1.1 [Tz NILTUYAR Ferritic, martensitic <950 N/mm? X2CrTi12 SCS, SUS420J2, SUS403
M[ 21 [#A—2FFA+ Austenitic <950 N/mm? X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316
31 |A—RFFANTz5ab ZHE%R, THEER Austenitic-ferritic (Duplex) < 1100 N/mm?2 X2CrNiMoN22-5-3 SUS329J3L, SUS630, 15-5PH
41 |A—RATFANTo4 b ZHER, FAHEBELR Austenitic-ferritic heat-resistant (Super Duplex) < 1250 N/mm? X2CrNiMoN25-7-4 SUS329J4L, SCS14A
ik Cast materials
y ) . . 100-250 N/mm?2 EN-GJL-200 (GG20) FC200
5| RT B Cast iron with lamellar graphite (GJL) 250-450 N/mm?2 EN-GJL-300 (G630) 0300
L § ) . . 350-500 N/mm? EN-GJS-400-15 (GGG40) FCD400
K o | VYL Cast iron with nodular graphite (GJS) 500-900 N/mm? EN-GJS-700-2 (GGG70) FCD700
N 2
0 INZF 25—k Cast iron with vermicular graphite (GJV) iggggg “jrmnrgz gﬂ igg Egﬁgg
4. ) 250-500 N/mm? EN-GJMW-350-4 (GTW-35) FCMW330
4 | VPR Malleable cast iron (TMWW, GTME) 500-800 N/mm? | _EN-GJMB-450-6 (GTS-45) FCMW370
FEdk Non ferrous materials
FIIZOLER Aluminium alloys
< 200 N/mm2 EN AW-AIMn1 A1050, A3030
TIEZULER BET Aluminium wrought alloys < 350 N/mm? EN AW-AIMgSi A5052, A6061
. < 550 N/mm2 EN AW-AIZn5Mg3Cu A7075
A4 Sis 7% EN AC-AlMg5 ADC5, AC7A
b5 | TIEZULER HY Aluminium cast alloys 7% < Si<12% EN AC-AISi9Cu3 ADC11,ADC12, AC2A
.6 12% < Si<17% GD-AISi17Cu4FeMg ADC14
HEE Copper alloys
i N =Yt ] Pure copper, low-alloyed copper < 400 N/mm2 E-Cu 57 #ifi i, C2400
Bt Copper-zinc alloys (brass, long-chipping) < 550 N/mm2 CuZn37 (Ms63) (2720,C2801
k REIE R Copper-zinc alloys (brass, short-chipping) < 550 N/mm2 CuZn36Pb3 (Ms58) £3560,C3710
4 ([ T7ILEEH Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm? CuAl10Ni5Fe4 (5210,C6280
EEE Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm2 CuSngP LBC3
N 6 |IREIFH Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm2 CuSn7 ZnPg(Rg7) BC3
.7 A : < 600 N/mm? (AMPCO® 8)
s RHREE Special copper alloys = 1400 N/mm2 (AMPCO® 45)
SESIN- Magnesium alloys
| 81 |[x7xyoLEE Magnesium wrought alloys < 500 N/mm2 MgAI6Zn
| 82 [RTXIULEESHEY Magnesium cast alloys < 500 N/mm2 EN-MCMgAI9Zn1 MC2A, MD1A
SRR Synthetics
41 | BdE{LIERIRE Duroplastics (short-chipping) Bakelit, Pertinax
42 | AR Thermoplastics (long-chipping) PMMA, POM, PVC
4.3 | fHiER(bBiAE (HiES T E <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
44 |f@iERCRBE (BiESEE>30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
SRR Special materials
727714k Graphite C 8000
b YV RATV-EE Tungsten-copper alloys W-Cu 80/20
3 | EEME Composite materials Hylite, Alucobond
ME#SE Special materials
FIVEER Titanium alloys
WFy> Pure titanium < 450 N/mm2 Tit fhFsy>
PN - <900 N/mm2 TiAl6V4 Ti-6AI-4V
FIvaE Titanium alloys < 1250 \/mm? TiAl4Mo4Sn2 TiAl4Mo4Sn2
S —vTIILEES® JNNESS RKESS Nickel alloys, cobalt alloys and iron alloys
d =y T Pure nickel < 600 N/mm2 Ni 99,6 = =y
» — N : < 1000 N/mm?2 Monel 400 EXIL 400, /\XAFO1 B
g 7\ EeE Nickel-base alloys <1600 N/mm? Inconel 718 %)L 718
.4 . ™ < 1000 N/mm? Udimet 605 Udimet 605
s INILREESR Cobalt-base alloys = 1600 N/mm2 Haynes 25 ~TUZ 95
.6 | HESS Iron-base alloys < 1500 N/mm?2 Incoloy 800 >0 800
=iEEH Hard materials
Al 44 - 50 HRC Weldox 1100 SKT4
H 2 50 - 55 HRC Hardox 550 J\—RvJ 2550
3 | EREW. SEEH. SRk High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61
4 60 - 63 HRC Ferro-Titanit SKD11
5 63 - 66 HRC HSSE SR
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Cold-forming in through holes is possible only with external cooling/Iubrication

Restricted application possibilities with emulsion




EMUGE

TST7TEEFL _
Rulby o Rulby o KoLy o Rulby o Rulby o Rolbyo BE-Roby o A/ 7A—L A/ 7A—L
STEEL STEEL STEEL STEEL-SN STEEL-SN STEEL-SN STEEL STEEL-BL/D STEEL-M-SN
NT CR TIN NT CR TIN SN-IKZ PM-TIN PM-TIN-
C/2-3 C/2-3 C/2-3 C/2-3 C/2-3 C/2-3 C/2-3 D/4-5 C/2-3 Y
max. 3 x dy max. 3 x dy max. 3 x dy max. 3 x dy RUESE
VNIZIN
H H ﬂ H Thread depth
1) and hole type
278 278 278,287 278 278 279,287 279 279 279,287 M
294, 296 294, 296 296 MF
299, 300 299, 300 UNC
301, 302 301, 302 UNF
UNEF, UN-8
303 303 G,Rp
NPSM, NPSF
NPT, NPTF, Re
w
BSW, BSF
Pg
mJ
UNJC, UNJF
EG (STI)

15-45 20-380 15-45 20-80 20-80 20-80
10-40 20 - 60 10-40 20 - 60 10-40 20 - 60 20 - 60
5-25 10-40 5-25 10-40 5-25 10-40 10-40
2-20 10-30 10 -30
10-25 2 10-25 2 .
10-25 2 10-25 2 1 M
4.
20 - 60
15-40 15-40
15-40 15-40
15-40 15-40
15-40 20 - 60 15-40 20-60 20 - 60
20 - 60 20 - 60 20 - 60
| W _
5-30 20 - 40 5-30 20 - 40
20 - 60 40 - 80 20 - 60 40 - 80
<— H
4
5
YIHIERE v, (m/min) ZKFETEHE - 55— . Cutting speed v in m/min - tap is very suitable % 273

YIHIEREE v, (m/min) Z = T # — EAIRTAE - Cutting speed ve in m/min — tap is suitable

Product
Finder




EMUGE EMUGE EMUGE
TST7EEFL_ va___ AL
A/ 7A—1 A/ A= A/ 7A—1 A/ 74— A/ 74— A/ 7x—1 A/ 74— A/ 7x—1L 1/ 74— A/ 74—
STEEL-M-SN | STEEL-M/E-SN | STEEL-H-SN STEEL-H-SN | STEEL-H/E-SN VA/E-SN VA/E-SN-IKZ AL AL-SN AL-SN-IKZ
IKZ-PM-TIN-66 | IKZ-PM-TIN-66 | IKZ-PM-TICN-67 | IKZ-PM-TICN-67 | IKZ-PM-TICN-67 [ PM-TIN-T26 PM-TIN-T26 PM-GLT-8 PM-GLT-8 PM-GLT-8
oYWV C/2-3 E/1,5-2 C/2-3 C/2-3 E/15-2 E/15-2 E/1,5-2 C/2-3 C/2-3 C/2-3
RUFESE max. 3 x dy max. 3 x dq max. 3 x dy max. 3 x dy max. 3 x dy max. 3 X dy max. 3 x dy
UANIZIN
i demh Hﬂ HH Hﬂ HH Hﬂ HH Hﬂ
and hole type 1) 1) 1) 1)
[ 279, 287 279, 287 279, 288 279, 288 280, 288 280 280 281 281 281
MF 296 296 297 297 297
UNC
UNF
UNEF, UN-8
G,Rp
NPSM, NPSF
NPT, NPTF, Re
w
BSW, BSF
Pg
mJ
UNJC, UNJF
EG (STI)
LK-M
Tr, Tr-F.Rd
1.1 20 - 80 20 - 80 20 - 80 20 - 80
2.1 20 - 60 20 - 60 20 - 60 20 - 60
P 3.1 10 - 40 10-40 10 - 40 10-40 10-40 10 - 40 10-40
4.1 10-30 10 -30 10-30 10-30 10-30 10-30 10- 30
5.1 10-20 10-20 10-20
1.1 10-25 2 10-25 2
M[ 21 10-25 2 10-25 2
3.1 5-20 2 5-20 2
4.1
:A
1 20 - 60 20 - 60 20 - 60 20 - 60 20 - 60
K
4.
4.
. 20 - 60 20 - 60 20 - 60
2 20 - 60 20 - 60 20 - 60
3 20 - 60 20 - 60 20 - 60
4 20 - 60 20 - 60 20 - 60
[
6
20 - 40 20 - 40 20 - 40
I 40 - 80 40 - 80 40 - 80
4
5
N[ 26
7
.8
[ 34
[ 32
4.
4.
43
4.4
5.
5.
5.
3
S
.1
5
.6
1.1
1.2
H 1.3
14
15
274 % N BORDGE NS HEEREE N, ) IV 3V DBEEFEENIRENZHANHDET,

Cold-forming in through holes is possible only with external cooling/Iubrication Restricted application possibilities with emulsion



EMUGE EMUGE
Al GAL
A/ 7A—1L A/ 74— A1/ 74— A/ 7x—1L A/ 7A—L A/ 7A—L A/ 7x—1L A/ 74— A/ 7A—L
AL/E-SN AL/E-SN-IKZ GAL GAL-SN GAL-SN-IKZ GAL-SN-IKZN GAL/E-SN GAL/E-SN-IKZ GAL/E-SN-IKZN
PM-GLT-8 PM-GLT-8 PM-TICN PM-TICN PM-TICN PM-TICN PM-TICN PM-TICN PM-TICN
E/1,5-2 E/1,5-2 C/2-3 C/2-3 C/2-3 C/2-3 E/1,5-2 E/1,5-2 E/1,5-2 mw
max. 3 x dy max. 3 x dy max. 3 x dy max. 3 x d max. 3 x dy max. 3 x dy max. 3 x dy hUEEE
VANIZIN
il Il Il I il Il IO | e
1) 1) 1) and hole type
281 281 281 281 281 281 282 282 282 M
MF
UNC
UNF
UNEF, UN-8
G,Rp
NPSM, NPSF
NPT, NPTF, Re
w
BSW, BSF
Pg
mJ
UNJC, UNJF
EG (STI)
LK-M
Tr, Tr-F, Rd
1.1
2.1
3.1 P
4.1
5.1
1.1
21 |M
3.1
4.1
:A
2 |K
4.
‘ L
20 - 60 20 - 60 .
20 - 60 20 - 60 .2
20 - 60 20 - 60 &
20 - 60 20 - 60 20 - 60 20 - 60 20 - 60 20 - 60 20 - 60 20 - 60 20 - 60 4
20 - 60 20 - 60 20 - 60 20 - 60 20 - 60 20 - 60 20 - 60 .5
20-40 20 - 40 20 - 40 20 - 40 20 - 40 20 - 40 20 - 40 .6
20-40 20 - 40 .
40 - 80 40 - 80 .
4
.5
6 |N
7
.8
31 ]
32 |
4.
4.2
4.3
44
5
5
5
3
TS
2
.5
.6
1.1
1.2
1.3 H
14
15

YIHIERE v, (m/min) ZKFETEHE - 55— . Cutting speed v in m/min - tap is very suitable

YIHIEREE v, (m/min) Z = T # — EAIRTAE - Cutting speed ve in m/min — tap is suitable

EMUGE
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Product
Finder

EMUGE EMUGE
Y o A P
A/ 74— A/ 74— A/ A= A/ 74— A/ 7A—1 A/ 74— A/ 7A—1 A/ 7x—1
H-SN H-SN-1KZ H-SN-IKZ-LF3 H-SN-IKZN-LF3 H-SN-IKZ-LF4 H-SN-IKZN-LF4 z Z-SN
PM-TIN-T26 PM-TIN-T26 PM-TIN- PM-TIN- PM-TIN- PM-TIN- PM-TIN-80 PM-TIN-80
oYWV C/2-3 C/2-3 C/2-3 C/2-3 C/2-3 C/2-3 c/2-3 C/2-3
nRUFESE max. 3 x dy max. 3 x dy max. 3 x dy max. 4 x dy max. 4 x dy max. 3 x dy
VAN
meaimo | [T 1T 1T 1T 1T 1T
and hole type 1) 1)
] 283, 289 283, 289 292 292 293 293 283,289 283,286, 289
MF 297 297 295,297
UNC 299,300
UNF 301,302
UNEF, UN-8
G, Rp 303
20 - 80 20-80
20 - 60 20 - 60 20 - 60 20 - 60 20 - 60 20 - 60 20 - 60 20 - 60
10 - 40 10-40 10-40 10- 40 10- 40 10-40 10- 40 10 - 40
10-30 10-30 10-30 10-30 10-30 10-30 10-30 10-30
5-20 5-20 5-20 5-20 5-20 5-20 5-20 5-20
1.1 10-25 2 10-25 2
M| 21 10-25 2 10-25 2
3.1 5-20 2 5-20 2
4.1
20 - 60 20 - 60 20 - 60 20 - 60 20 - 60 20 - 60 20-60 20-60
20-40 20- 40
40-80 40-80
20-40 20-40
20-40 20-40
5-20 5-20 2
5-15 2 5-15 2
5-10 5-10 2
5-10 2 5-10 2
5-10 2 5-10 2
5-10 2 5-10 2
H B
4
5
276 % 0 EORDBAIFAEBIS I E SEAELEE N, ) IV 3V DBEEFEENIRENZHANHDET,

Cold-forming in through holes is possible only with external cooling/Iubrication

Restricted application possibilities with emulsion



EMUGE EMUGE
P TSPEEFED_
A/ 74—1 A/ 74—1 A/ 74x—1 A/ 7 A= BE-A(/7Ax—0 | BE-A/ 74— RoLyy BE-RoLy s
Z-SN-IKZ Z-SN-IKZN Z/E-SN Z/E-SN-IKZ 7-SN-IKZ Z/E-SN-IKZ GAL-SPEED/E GAL-SPEED/E
PM-TIN-80 PM-TIN-80 PM-TIN-80 PNI-TIN-80 TIN-80 TIN-80 -IKZN- -IKZN-
C/2-3 C/2-3 E/15-2 E/15-2 C/2-3 E/15-2 E/152 E/15-2 YWV
max. 3 x dq max. 3 x dy max. 3 x dq max. 3 x dy RUESE
UNIZ/N
H H H H Thread depth
1) 1) and hole type
283, 286, 289, 291 283,289 283,289 283,289 284 284 285,290 285,290 M
295,297 295,298 295,298 MF
299, 300 UNC
301, 302 UNF
UNEF, UN-8
303 G, Rp
NPSM, NPSF
NPT, NPTF, Rc
w
BSW, BSF
Pg
MJ
UNJC, UNJF
EG (STI)
LK-M
Tr, Tr-F, Rd
20-80 20-80 20-380 20-380
20 - 60 20 - 60 20 - 60 20 - 60 20 - 60 20-60
10-40 10-40 10-40 10-40 10-40 10-40
10-30 10-30 10-30 10-30 10-30 10-30
5-20 5-20 5-20 5-20 5-20 5-20
10-25 2 10-25 2 10-25 2 10-25 2 1.1
10-25 2 10-25 2 10-25 2 10-25 2 21 |M
5-20 2 5-20 2 5-20 2 5-20 2 3.1
4.1
20 - 60 20 - 60 20 - 60 20-60
20 - 80 20-80 20 - 80 40 - 160
20 - 80 20-80 20 -80 40 - 160
20-40 20-40 20-40 20 -40
40 - 80 40 - 80 40-80 40-80
20 - 40 20 - 40 20 -40 20 - 40 20 - 40 20 - 40
20 - 40 20 - 40 20 - 40 20-40 20 - 40 20 - 40
5-20 2 5-20 2 5-20 2 5-20 2
5-15 2 5-15 2 5-15 2 5-15 2
5-10 2 5-10 2 5-10 2 5-10 2
5-10 2 5-10 2 5-10 2 5-10 2
5-10 2 5-10 2 5-10 2 5-10 2
5-10 2 5-10 2 5-10 2 5-10 2
<— H
4
5
YIHIERE v, (m/min) ZKFETEHE - 55— . Cutting speed v in m/min - tap is very suitable % 277

YIHIEREE v, (m/min) Z = T # — EAIRTAE - Cutting speed ve in m/min — tap is suitable

Product
Finder




EMUGE #Ri&E 4y 7 - Cold-Forming Taps Re)bwo1

i STEEL
60 5
DIN
DIN 13
h
I3
I O
5 s [ ]
433 - Tolerance BHX )| BHX  J|  BHX )| BHX )| 6HX
=77 - Coating NT )| __CR )/ TN J __NT__J| __CR
S ) TE%H - Cutting material |  HSSE || HSSE J| HSSE )|  HSSE )|  HSSE
Technical information M5 305 - 324
YV | cre3 )| c/23 )| Cr2-3 )| C/23 ) C/2-3 )
®| o/ ) e0 ) E/op ) o/p ) E/O )
max. 3 X dy
RURE &R i
Thread depth and hole type n
| |
P 1.1-31 1N 1.1-4,21-2 )| P (1.1-3.1 P 1.1-31 N 1.1-4,21-2 |
11212 |
TR —3 g e N -
J 7’)'7' yav HRHEIH W 272 N 145212
Application — material
T ERE - Tool ident B0911000 B0911300 B0911400 B0921000 B0921300
I Robyy | Rolbyy | Rolbys | Rolbyd | Rolbyy
1 1-STEEL 1-STEEL 1-STEEL 1-STEEL-SN | 1-STEEL-SN
0 dy P B NT CR TIN NT CR
mm mm l4 lo I3 0do O A
M 1 0,25 40 ) = 2,5 2,1 09 .0010 e
11 0,25 40 5 - 2,5 2,1 1 .0011 e
1,2 0,25 40 ) = 2,5 2,1 11 .0012 e
1,4 0,3 40 6 — 2,5 2,1 1,28 .0014 e
1,6 0,35 40 6 11 2,5 2,1 1,47 .0016 [ ] L]
1,7 0,35 40 6 11 2,5 2,1 1,57 .0017 [ ]
1,8 0,35 40 6 11 2,5 2,1 1,67 .0018 ([ ]
2 0,4 45 7 12 2,8 2,1 1,85 .0020 L] [ J [} ¢} o
2,2 0,45 45 7 12 2,8 2,1 2,03 .0022 L] O
2,3 0,4 45 7 12 2,8 2,1 2,15 .0023 [ ] (e}
25 0,45 50 9 14 2,8 2,1 2,33 .0025 L] (] (] O ®
2,6 0,45 50 9 14 2,8 2,1 2,43 .0026 [ ] ¢} (¢}
3 0,5 56 11 18 815 2,7 2,8 .0030 L] ® [} [ [}
3,5 0,6 56 12 20 4 3 3,25 .0035 [ ] [ J [ J O
4 0,7 63 13 21 45 3,4 3,7 .0040 [ ] (] [} [} [}
4,5 0,75 70 14 25 6 49 4,2 .0045
B 0,8 70 15 25 6 49 4,65 .0050 [ ] (] [} [} [}
55 0,9 80 16 30 6 49 51 .0055
6 1 80 17 30 6 49 5,6 .0060 [ ] [} [} [} ()
7 1 80 17 30 7 5,5 6,6 .0070 [ ] L J O
8 1,25 90 20 88 8 6,2 7,45 .0080 [ ] (] [} [} [ J
9 1,25 90 20 35 9 7 8,45 .0090
10 i 100 22 39 10 8 9,35 .0100 L] [ J L] L] [ J
12 1.75 110 24 44 12 9 11,25 0112
DIN 2174 (g —— {twr 287
) < M1,4 BUTIE4HX/BHX A ZE TR D £,
] FILZEEHEYREDREMTEYF P =1 (mm) DIFE. TIN We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
/ &% 0,05 (mm) [CTRENSLKTDEEHELET, materials (such as aluminium cast alloys) for P > 1 mm.
o HESTREOFHEMICDOVWTIE 321 R—IZZELEEW, For further information regarding the recommended preparatory diameters,
see page 321.

278 E"’“—'GE Z3ESLA - Ordering example: B0911000.0010



#5354 7 - Cold-Forming Taps Koo 1,1/74—401 &=SINMUGE

i

=syEEr_T

BHX | 6HX J|[ 66X )| 66X | BHX | 6HX | 6HX | 6HX | BHX | 6HX |
TIN N ) N ) TN )| TN66 )| TIN-66 )| TIN-66 J| TICN-67 )| TICN-67 |
HSSE ||| #BRE )| HSSE ||  HSSE )| HSSE #37K || HSSE #7 )| HSSE #37K || 'HSSE #37K || HSSE #37K )| 'HSSE #37K |

C/2-3 )| C/23 )| C/23 )| C/23 || D/4a5 || C/2-3 )| C/2-3 || E/152 || C/23 | C/23 |
E/0/P | E/0 )| E/O/P )| E/O/P )| E/O/P J| E/OQ/P | E/0 E/0 )| E/O/P | E/0 |
max. 3 x dy max. 3 X dy max. 3 x dy max. 3 x dy max. 3 X dy max. 3 X dy max. 3 x dy max. 3 x dq

IO [ | =™ I IO |CECP CEED

1) —— — — 1) —— e — 1) ——

| |
P 1131 [P 2141 [P 1131 P 1131 |P 1141 |P 1141 P 1141 |P 1141 |P 3151 [P 3151
11212 )N @45000)| v 11212 )| 11212 ) K 2 K @) K @« @« @i
N 1.4-521-2 N 14-521-2 ||N 1.4-521-2 |
B0921400 B1970100 B0911420 B0921420 B535P300 B5217F00 B5237F00 B5317F00 B5216F00 B5236F00
Roby o B RoIby T | Rolbyy | A/ TA—L\A/TA—L\ A/ TA—L| A/ TA—L(A/TA—L| 1/ TA—L
1-STEEL-SN | R=)Lv ¥ 1-STEEL 1-STEEL-SN (1-STEEL-BL/D| 1-STEEL-M | 1-STEEL-M |1-STEEL-M/E | 1-STEEL-H | 1-STEEL-H
TIN 1-STEEL TIN TIN PM-TIN SN-PM SN-IKZ-PM | SN-IKZ-PM SN-PM SN-IKZ-PM
SN-1Kz #B6GX* ,,6GX* TIN-66 TIN-66 TIN-66 TICN-67 TICN-67
M 1
1,1
1,2
1,4
1,6
1,7
1,8
® ® ® 2
2,2
2,3
® ) ® 2,5
0) 0] ) 2,6
® ® ) ® ® 3
® ® ® 3,5
) ) ® ) ® ) ) ° [ 4
45
) ) ) ) ) ) ) ) ° [ 3
55
[ J [ J [} [ J [} [ J [} [} [} [ 6
[ ] 7
® ® ® ® ® ® ® ® ® ® 8
9
® ® ® ® ® ® ) ) ) ) 10
12
287 287 287 287 288 288
NBORDOIGEIFAIKEHZ RIS,
Cold-forming in through holes is possible only with external cooling/Iubrication
) IRILY aVERDSEIFEEIHIRINZZENHDET,
Restricted application possibilities with emulsion
3) KT HRE
Patent pending
@ = 1EXEFEE & - Stock tool EMUGE [Y()
O = BELET T - Available at short notice



EMUGE ERE4 Y7 - Cold-Forming Taps A)TA—I1

i STEEL VA
60 o 2FVLZ
DIN
M 2174 E E E
DIN 13
0 | B
ga X 3
b § il
Iy
I3
Iy O e
\ S
= iy \_ ]
=% =) | el 3)
/A7 - Tolerance BHX 6HX ) 6HX )
A—F <27 Coating | TICN-67 | TIN-T26 J|  TIN-T26 |
LR X T E%# - Cutting material | [HSSE $5 | HSSE #}K || HSSE #3K |
Technical information » 8 305 - 324
AASAEIN R E/152 | E/152 |
| c0 ) E/0/P ) E/0 |
max. 3 x dq max. 3 x dy max. 3 X 4
RURE &R i I i
Thread depth and hole type n | || n
1) —— — 1) ——
P 3151 P 1141 |P 1141
K 21 | 11-312 )|V 11312 )
TIVTr—a>- HHEIM .
Application — material w8 272
T ERIFE - Tool ident B5316F00 B5296A00 | B5316A00
I 1/74—L 1/ A—=L|1/TA—1
HA 1-STEEL-H/E 1-VA/E-SN | 1-VA/E-SN
9 dy P : BUE SN-IKZ-PM PM-TIN-T26 | IKZ-PM
mm mm I Iy I3 9 dy O | TICN-67 TIN-T26
M1 0,25 40 2,5 — 2,5 2,1 0,9 0010
11 0,25 40 2,5 - 2,5 2,1 1 .0011
12 025 40 2,5 - 2,5 2,1 1,1 .0012
14 03 40 3 . 2,5 2,1 1,28 .0014
16 035 40 4 11 2,5 2,1 1,47 0016
17 035 40 4 11 2,5 2,1 1,57 .0017
18 035 40 4 1 2,5 2,1 1,67 0018
2 0,4 45 4 12 2,8 2,1 1,85 .0020
22 045 45 45 12 2,8 2,1 2,03 0022
23 04 45 45 12 2,8 21 2,15 .0023
25 045 50 5 14 2,8 2,1 2,33 .0025
26 045 50 5 14 2,8 2,1 2,43 .0026
3 0,5 56 6 18 3,5 2,7 238 .0030 °
35 06 56 7 20 4 3 3,25 .0035
4 0,7 63 7 21 4,5 34 37 .0040 ° ° [
45 075 70 8 25 6 49 42 .0045
5 0,8 70 8 25 6 49 4,65 .0050 ° ° °
55 09 80 10 30 6 49 5,1 .0055
6 1 80 10 30 6 49 5,6 .0060 ° ° °
7 1 80 10 30 7 55 6,6 .0070
8 1,25 90 14 35 8 6,2 7,45 .0080 ° ° )
9 1,25 90 14 35 9 7 8,45 .0090
10 15 100 16 39 10 8 9,35 .0100 ° ° °
12 175 110 18 44 12 9 11.25 0112
DIN2174 o E 288

NBOARDIGE ARG ESERLIEE L,
Cold-forming in through holes is possible only with external cooling/lubrication

) INILYaVERDBEIGERIFHIRINSEENHDET,
Restricted application possibilities with emulsion

3) KT HE
Patent pending

280 TS ZSECHI - Ordering example: B5316F00.0040



B5E 4 7 - Cold-Forming Taps 1/ 74 =11 EMUGE

AL GAL
FILIEE FILZAEEY
|
N
Y
|
BHX | 6HX | 6HX | 6HX | 6HX | 6HX | 6HX | 6HX | 6HX |
GLT-8 )| GLT8 )| GT8 J G618 )| 68 ) TCN )] TON | TeN ) TICN )
HSSE #3K || HSSE #37K || HSSE #7K || HSSE #3K || HSSE #33K | HSSE #17K || HSSE #33K || HSSE #33 || HSSE #K
c/23 )| Cc/23 )| c/23 )| E/152 )| E/152 | C/23 ) _C/23 ) C/28 )| C/23 )
E/O/P J| E/0/P )| E/O )| E/O/P )| E/O0 ) E/O/P )| E/O/P )| E/0 )| E/O |
max. 3 x dy max. 3 x dq max. 3 X dy max. 3 x dq max. 3 x dy max. 3 x dq max. 3 X dy
] ] ] ] 1] ] ]
L L L L L L L
— 1) —— — 1) —— — 1) —— —
N 1.1-4,21-2 ||N 1.1-4,21-2 ||N 1.1-4,21-2 ||N 1.1-4,21-2 || N 1.1-4,2.1-2 | N 11.4-6 JIN 1.4-6 JIN 146 J|N 146 J
B519Y700 | B521Y700 | B523Y700 | B529Y700 | B531Y700 B5190200 | B5210200 | B5230200 | B526Q200
A TA—L\ A/ TA—LN A/ TA—L\ A/ TA—L| A/ TA—L A/ 7A—L\A/TA—L|\ A/ TA—L|A/TA—L1
1-AL-PM | 1-AL-SN-PM | 1-AL-SN-IKZ | 1-AL/E-SN | 1-AL/E-SN 1-GAL-PM | 1-GAL-SN | 1-GAL-SN | 1-GAL-SN
GLT-8 GLT-8 PM-GLT-8 | PM-GLT-8 IKZ-PM TICN PM-TICN | IKZ-PM-TICN | IKZN-PM
GLT-8 TICN
o} M1
1,1
0" 1,2
0" 1,4
o o 1,6
1,7
1,8
[ J [ J [ J 2
2.2
23
[ J [} [ J 2,5
2,6
[ J [} [ J 3
35
[ J [ J [ ] [ J [ J 4
45
[ J [ J [ ] [ J [ J o [ ] [ J O 3
55
[ ) [ [ J [ [ [} [ [ O 6
7
[ J [} [ ] [ J [} [ [} [} O 8
9
[ J [} [ ] [ J [} [ ] [ ] [} O 10
12

") < M1,4 BUT (Z4HX/SHX R Z (TR D T,

| FILZEEHEYREDKEFTEYF P =1 (mm) DIFE. TN We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
Ji % 0,05 (mm) ICIEE/NSKT DI EZHERUET, materials (such as aluminium cast alloys) for P > 1 mm.
Y R T NROFEMICOWTIE 321 R—IZBELZE ), For further information regarding the recommended preparatory diameters,
see page 321.
@ = 1EXEFEEM - Stock tool EMUGE XN
O = BEWLWEDLER - Available at short notice



EMUGEs &9y~ - cold-Forming Taps 1/7x—1I1
. GAL
60 TILZEEEY
DIN
DIN 13
i |
3
4
ul
Iy
I3
I
s [ ]
/A7 - Tolerance BHX ) 6HX | 6HX |
J—7 % - Coating TCN )| TN )| TN )
e ; T B3R - Cutting material | [HSSE #37 || HSSE #33K )| HSSE #33K |
Technical information "5 305 - 324
YV E52 || E/52 )| E/152 )
& | c/0op ) E/0 ) E/0 )
max. 3 X dy max. 3 X dy max. 3 x dq
RURSERTR ] il il
Thread depth and hole type | L n n
1)
N@46 ) N[F6 O INAZE )
TV = ay- wHIM ;
Application — material w8272
T ERIFE - Tool ident B5290200 B5310200 B5330200
I A/ A=A/ TA—L |1/ TA—L
H4ZX | 1-GAL/E-SN | 1-GAL/E-SN | 1-GAL/E-SN
0 dy p ' BE PM-TICN | IKZ-PM-TICN | IKZN-PM
mm o mm I b b ed, O A TICN
M 2 0,4 45 4 12 2,8 2,1 1,85 .0020
2,2 0,45 45 4,5 12 2,8 2,1 2,03 .0022
2,3 0,4 45 45 12 2,8 2,1 2,15 .0023
2,5 0,45 50 5 14 2,8 2,1 2,33 .0025
2,6 0,45 50 ) 14 2,8 2,1 2,43 .0026
3 0,5 56 6 18 3,5 2,7 2,8 .0030
345 0,6 56 7 20 4 3 3205 .0035
4 0,7 63 7 21 45 3,4 3,7 .0040
45 0,75 70 8 25 6 4,9 4,2 .0045
5 0,8 70 8 25 6 49 4,65 .0050 [J [J O
3,5 0,9 80 10 30 6 4,9 51 .0055
6 1 80 10 30 6 4,9 5,6 .0060 ® [} O
7 1 80 10 30 7 5,5 6,6 .0070
8 1,25 90 14 35 8 6,2 7,45 .0080 (] (] O
9 1,25 90 14 35 9 7 8,45 .0090
10 1,5 100 16 39 10 8 9,35 .0100 (] (] O
12 1,75 110 18 44 12 9 11,25 .0112
DIN 2174 (i =

V@D ARDGE NG ZE S ERA<TIEE VN,

Cold-forming in through holes is possible only with external cooling/lubrication

% 0,05 (mm) [CIRENSLK TR EEHRUET,
HER T NRDEMICDWTIE 321 R—IZETELZS,

w FILIESEMEEOHEHMTEYF P> 1 (nm) OBE. TR
&

We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
materials (such as aluminium cast alloys) for P > 1 mm.

For further information regarding the recommended preparatory diameters,
see page 321.

2

ZESXHI - Ordering example: B5290200.0050



#55&4 v 7 - Cold-Forming Taps 1/72—401 A&=NMUGE

H Z
=R DJu) i

6HX ) 6HX ) 6HX ) 6HX ) 6HX ) 6HX ) 6HX | 6HX | 66X |
TIN-T26 )| TIN-T26 | TIN-80 )| TIN-80 J| TIN-80 J| TIN-80 J| TIN-80 J{ TIN-80 J| TIN-80 |
HSSE #35& || HSSE #7K | HSSE #35K || HSSE #37K || HSSE #)7K || HSSE #37K || HSSE #37K || HSSE #35& )| HSSE #33K |
C/2-3 )| C/23 | C/2-3 )| C/23 || C/23 || C/23 | E/15-2 )| E/15-2 || C/2-3 |
E/0/P | E/0 | E/O/P )| E/0/P | E/0 | E/O )| E/O0/P | E/0 J| E/O0/P |
max. 3 x dy max. 3 x dy max. 3 X dy max. 3 x dy max. 3 X dy max. 3 x dq max. 3 X dy
] ] ] ] ] ] ]
|| n || n || ||| ||
= 1) =X | | 1) =X L | 1)
P 2151 P 2151 P @SN P @HSAN P @HSHNNN P @HSINNN P ST P @I P @SN
K200 K 2 11312 |10 11-812 )| 11812 )| 14312 )| 11-812 )|V 1.1-8312 )| 11312 )
K I K AT K 2N | K AN | K 2R K 2 K 2
N 212,245 )|N 212,245 )|N 212,245 )|N 212,245 )|N 212,245 )|N 212,245 )|N 212,245
S @222 | s @222 s {2220 s @222 s (422200 s @F2220) s @22200)
S D s G2 © 2PN s CHTN c 2PN s CHTN s P
B521W700 | B523W700 B519Z700 | B521Z700 | B523Z700 | B526Z700 | B529Z700 | B531Z700 | B521Z720
A/ TA—L| A/ TA—L A)TA—L\ A TA—L\A)TA—LN A/ TA—L\ A/ TA—L|\ A/ TA—L| A/ TA—L
1-H-SN-PM | 1-H-SN-IKZ 1-Z-PM 1-Z-SN-PM | 1-Z-SN-IKZ | 1-Z-SN-IKZN | 1-Z/E-SN | 1-Z/E-SN-IKZ | 1-Z-SN-PM
TIN-T26 | PM-TIN-T26 TIN-80 TIN-80 PM-TIN-80 | PM-TIN-80 | PM-TIN-80 | PM-TIN-80 TIN-80
»B6GX*
o) o M 2 )
2,2
23
o) o 2,5
2,6
[ ] [ ] [ ] [ ] 3
35
[ ] [ [ ] O [ ] [ ] [ J 4
45
[ ] [ ] [ ] [ [ ] O [ ] [ J [ J 5
55
° ° ° ° ° o ° ° ° 6
7
[ ] [ ] [ ] [ ] [ ] (@] [ ] [ ] [ ] 8
9
[ ] [ ] [ ] [ ] [ ] (@] [ ] [ J [ J 10
12
289 289 289 289 289 289 289 289

) IR Y aVEROBRIGERANHIRINZGEENHDET,
Restricted application possibilities with emulsion

B 57 ] — N 2 /g
i;f}:l\jéi'_; Eﬁ’%gj;’ S‘;g \// collet holders with integrated .

= e o g v transmission of our Speedsynchro®
— W ER =h
H:’}E;J QLI(I-I—;“L;;)%&':‘::[%/(“;-‘éﬁm Modular series, see page 683 - 686.

@ = 1EXEFEE & - Stock tool EMUGE YL
O = BEWEO TR - Available at short notice



EMUGE ERE4 Y7 - Cold-Forming Taps A)TA—I1

60° voOmT
DIN
M B 0
DIN 13
2 2
il il
h
I3 1 L
l2 O
\
/A% - Tolerance 6HX | 6HX |
d—7«>7 -Coating | TIN-8O || TIN-80 |
R ‘ T EX# - Cutting material BE )| BE )
Technical information w15 305 - 324
YV | cres )| E52 )
| 0 ) E/0 )

max. 3 x dy
RURS ETIR T
Thread depth and hole type n
1) X
P 2151 1| P [21-51 )]
N 1.4-5,24-5 ||N 1.4-5,24-5 |
TIVT—2 30— HREIM .
Application — material w8 272
T EEZE - Tool ident B5232800 B5312800
] HBE HBE
N | AR |4/ TA—L |1/ TA—4
0 dq P ' BUE 1-Z-SN-IKZ |1-Z/E-SN-IKZ
mm o mm I b b edy O A TIN-80 TIN-80
M 2 0,4 45 4 12 2,8 2,1 1,85 .0020
2,2 0,45 45 4,5 12 2,8 2,1 2,03 .0022
2,3 0,4 45 4,5 12 2,8 2,1 2,15 .0023
2,5 0,45 50 5 14 2,8 2,1 2,33 .0025
2,6 0,45 50 5 14 2,8 2,1 2,43 .0026
3 0,5 56 6 18 3,5 2,7 2,8 .0030
35 0,6 56 7 20 4 3 3,25 .0035
4 0,7 63 7 21 45 34 37 .0040
45 0,75 70 8 25 6 4,9 42 .0045
5 0,8 70 8 25 6 49 4,65 .0050 ° °
5,5 0,9 80 10 30 6 49 51 .0055
6 1 80 10 30 6 49 5,6 .0060 ° °
7 1 80 10 30 7 5,5 6,6 .0070
8 1,25 90 14 35 8 6,2 7,45 .0080 L] L]
9 1,25 90 14 86 9 7 8,45 .0090
10 1,5 100 16 39 10 8 9,35 .0100 L] °
12 1,75 110 18 44 12 9 11,25 .0112

N BORDIGEIFAE G HZ RIS,
Cold-forming in through holes is possible only with external cooling/lubrication

&% 0,05 (mm) [CTRENSLKTDEEHELET, materials (such as aluminium cast alloys) for P > 1 mm.

BT NROFEMICOVWTIE 321 R—IZZELESN, For further information regarding the recommended preparatory diameters,
see page 321.

}M FILZEEHEYREDREMTEYF P =1 (mm) DIFE. TIN We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
o

284 EMUGE Z3ESLA - Ordering example: B5232800.0050



#5554y 7 - Cold-Forming Taps Kby 1 EMUGE

) SPEED
60 EEMT
DIN
M B B
DIN 13
ﬁd
n
E
"
|
i
I3
lp O t f
2 |
- ; nm} s
/A 7= - Tolerance 6HX | 6HX |
J—7 <% - Coating TICN | TICN |
SR ; T E3%# - Cutting material HSSE )| #BEE |
Technical information w1 305 - 324
VYV k52 || El52 )
| c/0 ) E0 )

max. 3 x ty
RURSERFR ]
Thread depth and hole type n
| 7 |
N 145 J{N 145 )
TV = ay- wEIH X
Application — material w8 272
T ERIE - Tool ident B5059500 | B5050800
I Roibyo B
y P4X 1-GAL Rolbyo
9 dy p : BUZE | SPEED/E-SN 1-GAL
mm mm I ly I3 0 do O A IKZN-TICN | SPEED/E-SN
IKZN-TICN
M 2 0,4 45 7 12 2,8 2,1 1,85 .0020
22 045 45 7 12 2.8 21 2,03 .0022
23 04 45 7 12 2,8 2,1 2,15 .0023
25 045 50 9 14 2.8 21 2,33 .0025
26 045 50 9 14 2,8 2,1 2,43 .0026
3 0,5 56 11 18 3,5 2,7 2,8 .0030
35 06 56 12 20 4 3 3,25 .0035
4 0,7 63 13 21 45 34 37 .0040 o] o
45 0,75 70 14 25 6 4,9 4,2 0045
5 0,8 70 15 25 6 49 4,65 .0050 o] o
55 09 80 16 30 6 4,9 5,1 .0055
6 1 80 17 30 6 49 5,6 .0060 o o
7 1 80 17 30 7 5,5 6,6 0070
8 1,25 90 20 35 8 6,2 7,45 .0080 o o
9 1,25 0 20 35 9 7 8,45 .0090
10 15 100 22 39 10 8 9,35 .0100 o o
12 175 110 24 44 12 9 11,25 0112
DIN 2174 (o ——_—“m_ﬂ! 290 290

] FILZEEHEYREDKEFTEYF P =1 (mm) DIFE. TN We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
2% 0,05 (mm) [CTERE/NSLK T EEHELET, materials (such as aluminium cast alloys) for P > 1 mm.
Y R T NROFEMICOWTIE 321 R—IZBELZE ), For further information regarding the recommended preparatory diameters,
see page 321.
@ = 1EXEFEEM - Stock tool EMUGE DY
O = BELET T - Available at short notice



EMULGE ss5v7 - cold-Forming Taps A7 A—I1-LS

60° D2%7Ju)i i
om M A Bl O
DIN 13
(]
|
il
TIORNSOAVT VY 4
With extra long shank
It
I3
lp O
_\
/3% - Tolerance 6HX | 6HX |

d—F % -Coating | TIN-80 || TIN-80 |
e S 3R T E5R# - Cutting material | 'HSSE #33% )| 'HSSE 33 |

Technical information » 8 305 - 324
YW ci23 )| ci23 |

& | eo0/p ) E0 )
max. 3 x d4 max. 3 x dy

RURSEATR 7] U ] H
Thread depth and hole type n ||
—_—] ) ——
P 1151 1| P 1.1-5.1 ]
11312 )| 11-312 )
FIUT—av-HEIM . K @23 )| K @i )
Application — material w272 N 21-2,24-5 |N 21-2,24-5
S 11-222  |S 11222
S 242 )| s 2472 )

T ERE - Tool ident B555Z700 B544Z700
] A/ TA—I\ A/ TA—L
/i 1 1-Z-SN-LS | 1-Z-SN-IKZ
0 d4 P BIE PM-TIN-80 LS-PM
mm mm I I B ody O A TIN-80
M 3 0,5 100 6 18 315 2,7 2,8 .0030 [}
4 0,7 125 7 21 45 3,4 3,7 .0040 [ J
5 0,8 140 8 25 6 49 4,65 .0050 [} (¢}
6 1 160 10 30 6 49 5,6 .0060 [} e}
8 1,25 180 14 85 8 6,2 7,45 .0080 [ J O
10 1.5 200 16 39 10 8 935 .0100 (] o
= =g 291 291
N BORDIGERIFAEEHHZ SERIEE LN, 2 IXINYaVEROBEIEERANFIRINSGBENHDET,
Cold-forming in through holes is possible only with external cooling/Iubrication Restricted application possibilities with emulsion
I FILZEEHEYREDREMTEYF P =1 (mm) DIFE. TIN We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
J &% 0,05 (mm) [CTRENSLKTDEEHELET, materials (such as aluminium cast alloys) for P > 1 mm.
Y HESTREOFHEMICDOVWTIE 321 R—IZZELEEW, For further information regarding the recommended preparatory diameters,
see page 321.

286 EM'—'GE Z3ESLA - Ordering example: B5552700.0030



ERiE 4 w7 - Cold-Forming Taps

Kolbwy 2,17/74—02 &SMUGE

STEEL
60° 3
DIN
DIN 13
Iy
I2 O o o
=N . 5 5
/22 - Tolerance 6HX | 6HX ) 6HX | 6HX ) 6HX |
d—5F+>%" - Coating TIN TIN ) TIN-66 | TIN-66 | TIN-66 |
ISR ; T B3+ - Cutting material HSSE )|  HSSE || HSSE #37K || 'HSSE #37K || HSSE #37K
Technical information "5 305 - 324
YV cre3 )| cres )| cres )| cre3 )| (EFiS2)
& E/O/P )| E/O/P J| E/O/P | E/0 | E/0 |
max. 3 X dy max. 3 X 4
RURS EFIIR i i
Thread depth and hole type n n
| | 1) X
P 1.1-31 P 11-31 1| P [1.1-4.1 1| P 13-4 1| P 11-4.1 )
11-212 )| 11212 )|K (21 ) IK 21 ) IK 21 )
TV — 3> #HEI . N 14-521-2 ||N 145212
Application — material w8272
T EEZE - Tool ident 0911400 0921400 C5217F00 C5237F00 C5317F00
] Ry | Koy o |\ A/ 7A—L\ A/ TA—L |1/ TA—L
H14X 2-STEEL 2-STEEL-SN | 2-STEEL-M | 2-STEEL-M | 2-STEEL-M/E
0 dy P ' BE TIN TIN SN-PM SN-IKZ-PM | SN-IKZ-PM
mm mm I Iy gdy O A TIN-66 TIN-66 TIN-66
M 10 1,5 100 22 7 55 9,35 .0100
12 1,75 110 24 9 7 11,25 .0112 ® [J [} ) )
14 2 110 26 11 9 13,1 0114 [ ] ()
16 2 110 27 12 9 15,1 .0116 [ ] (] (] [ ] (]
18 2,5 125 30 14 11 16,85 0118
20 2,5 140 32 16 12 18,85 .0120
22 2,5 140 32 18 14,5 20,85 .0122
24 3 160 34 18 14,5 22,6 .0124
27 3 160 36 20 16 25,6 0127
30 3,5 180 40 22 18 28,35 .0130
33 3 180 40 25 20 31,35 .0133
36 4 200 50 28 22 34,1 .0136
39 4 200 50 32 24 37,1 .0139
42 4,5 200 56 32 24 39,85 .0142
45 4,5 220 58 36 29 42,85 .0145
48 5 250 65 36 29 45,65 .0148
DIN2174 (s 278 279 279 279 279

NEBORDIGE FAEEHZE SEATIEE W,
Cold-forming in through holes is possible only with external cooling/lubrication

) IRV aVERDSEEIFERAIGEIRINDZENHBDET,
Restricted application possibilities with emulsion

3 KR HIREA
Patent pending

TILZEEHEDREDEEIFTEYF P =1 (mm) DIHE, TR
J 2% 0,05 (mm) [CIRE/NSLK TR EHHEEBUET,
i HERTARROFMICOWNTIE 321 R—IYZTBLEEW,

We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
materials (such as aluminium cast alloys) for P > 1 mm.

For further information regarding the recommended preparatory diameters,

@ = IRAEFEE [ - Stock tool
O = BELET T - Available at short notice

see page 321.
EMUGE
287



E M UG E #53&E 4y 7 - Cold-Forming Taps

1/7A4A—1L2

60°
DIN
[ E'
DIN 13
w1
3
i
It
I O
S I i D R B
(St | = 3) 3
/A7 - Tolerance BHX ) 6HX ) 6HX |
d—F«>7 -Coating | TICN-67 || TICN-67 )| TICN-67 |
s T E3=# - Cutting material | HSSE )3k || HSSE #37K | | HSSE #7 |
Technical information "5 305 - 324
YN | cres )| c/2-3 )| (EF152)
& | c/o/p ) E/0 ) E/0
max. 3 x dy max. 3 x dy
RUREERTAR 1] 1]
Thread depth and hole type n n
| | 1) X
P 31-5.1 |P 31-51 |P 3.1-51 J
K 24 ) IK @4 ) K @5 )
T — a3 - #HEIM ;
Application — material »iE 272
T ERIE - Tool ident C5216F00 C5236F00 C5316F00
] A)TA—L\ A/ TA—L| A/ TA—L
H14 X 2-STEEL-H 2-STEEL-H | 2-STEEL-H/E
0di P / BE SN-PM | SN-IKZ-PM | SN-IKZ-PM
mm mm I b 0dy 0 A TICN-67 TICN-67 TICN-67
M 10 1,5 100 16 7 55 9,35 .0100
12 1,75 110 18 9 7 11,25 .0112 [ J [ J L]
14 2 110 20 11 9 13,1 0114
16 2 110 22 12 9 15,1 .0116 (] (] L]
18 2,5 125 25 14 11 16,85 0118
20 2,5 140 25 16 12 18,85 .0120
22 2,5 140 27 18 14,5 20,85 0122
24 3 160 30 18 14,5 22,6 .0124
27 3} 160 30 20 16 25,6 0127
30 3,5 180 35 22 18 28,35 .0130
33 35 180 35 25 20 3l 3 .0133
36 4 200 40 28 22 34,1 .0136
39 4 200 40 32 24 37,1 .0139
42 4,5 200 45 32 24 39,85 .0142
45 4,5 220 45 36 29 42,85 .0145
48 5 250 50 36 29 4565 .0148
DIN 2174 S 279 279 280

VB RDGEFHNEREHE SERA<IEE L,

Cold-forming in through holes is possible only with external cooling/Iubrication

3 S5 B
Patent pending

FILZEEHFDREDFKANMTEYF P> 1 (mm) DIFE. TN

HER T NRDEMICDWTIE 321 R—IZETELZS,

|
J 2% 0,05 (mm) [CIRENSLKTBEEHEBLET,
o

We recommend a smaller preparatory diameter by 0.05 mm for difficult to form

materials (such as aluminium cast alloys) for P > 1 mm.

For further information regarding the recommended preparatory diameters,
see page 321.

i EMUGE

ZSESTHI - Ordering example: C5216F00.0112



#55&4 v 7 - Cold-Forming Taps 1/722—=4L2 A&=NMUGE

H z
=R v 0T

;

6HX | 6HX ) 6HX ) 6HX | 6HX ) 6HX | BHX ) 6HX )
TIN-T26 || TIN-T26 | TIN-80 | TIN-80 | TIN-80 | TIN-80 | TIN-80 J| TIN-80 |
HSSE #7& | | HSSE #33K | HSSE #37K | | HSSE #37K | | HSSE #)7< | | HSSE #37<) | HSSE #3>K || HSSE #7K |
C/2-3 | C/2-3 | C/2-3 | C/2-3 | C/2-3 | C/2-3 || E/152 || E/152 |
E/0 | E ] E/O/P J| E/O0/P | E/0 E/0 || E/O/P | E/0 )
max. 3 x d4 max. 3 x d4 max. 3 x d4 max. 3 x d4 max. 3 x d4 max. 3 x d4

1 I 1] O@ Dg oo

1) = 1) = 1) =

P 2161 [P 2151 P 1151 [P 1151 P 1161 P 1181 P 1151 |P 1151
K20 K 2 11312 [0 11-812 )| 11812 )| 14312 |1 11-312 )| 1.1-312 )
K @I | K 2T K 2 (K 2 K Ik 2
N 21-2,245 | N 212,245 ||N 212,245 )N 212,245 || N 21-2,245 || N 212,245
s (22200 s @F2220 s @222 s (2220 < @R222N s @222
s s s s s Bl ZE R
€521W700 | C523W700 €5192700 | C521Z700 | C523Z700 | 5262700 | C529Z700 | C531Z700
A/ 7A—L|\ A/ TA—L A/ 7A—L|\ A/ TA—L\ A/ TA—L\ A/ TA—L| A/ TA—L| A/ TA—L
2-H-SN-PM | 2-H-SN-IKZ 2-Z-PM | 2-Z-SN-PM | 2-Z-SN-IKZ |2-Z-SN-IKZN | 2-Z/E-SN | 2-Z/E-SN-IKZ
TIN-T26 | PM-TIN-T26 TIN-80 TIN-80 PM-TIN-80 | PM-TIN-80 | PM-TIN-80 | PM-TIN-80
M 10
o o [ ] [ ] o (@] [ ] [ ] 12
[ ] o [ ] (@) [ ] [ ] 14
o o [ ] [ ] [ ] (@] [ ] [ ] 16
18
o [ ] o o (@] 20
22
° ° 24
o 27
° 30
o 33
o) 36
o 39
o 42
o 45
o 48
283 283 283 283 283 283 283 283

) IV Y IV ERDOBRIGEANHIREINGHZENHDET,
Restricted application possibilities with emulsion

BE(EEN lubrication, see page 558 of EMUGE 150.

MOLA% Y ZRILT—IZDWTIER . . .
(VB SEERA SO 150 B Tool holders for minimum-quantity

@ = 1EXEFEE & - Stock tool EMUGE [DEN)
O = BEWEO TR - Available at short notice



EMUGE #Ri&E 4y 7 - Cold-Forming Taps K)o 2

SPEED

60°

EEINT
DIN
M 2174 El E ‘
) [

DIN 13

EMUGE

SPEED
EMUGE
SSPEED.

= 10xP

\
N

/A7 - Tolerance 6HX ) 6HX )

d—5F %" - Coating TICN ) TICN
p— T BE3E# - Cutting material HSSE )| #BEE |

Technical information » =305 - 324
YW | CEris2 )| el )
| 0 ) e |

max. 3 x dy
RUFES LR i
Thread depth and hole type n
| |
N 145 1IN 145 )
TIVTr—a>- I .
Application — material w8272
T ERIE - Tool ident £5059500 | C€5050800
] Roibyo HBIE
/i H14 X 2-GAL Roiby o
0 dy P / BUZE | SPEED/E-SN 2-GAL
mm mm I I g dy O ] IKZN-TICN | SPEED/E-SN
IKZN-TICN
M 10 1,5 100 22 7 5,5 9,35 | .0100
12 1,75 110 24 9 7 1125 | .0112 o o
14 2 110 26 11 9 13,1 0114
16 2 110 27 12 9 15,1 0116
18 25 125 30 14 11 16,85 | .0118
20 2.5 140 32 16 12 18.85 | .0120
DIN 2174 285 285

&% 0,05 (mm) [CTRENSLKTDEEHELET, materials (such as aluminium cast alloys) for P > 1 mm.

BT NROFEMICOVWTIE 321 R—IZZELESN, For further information regarding the recommended preparatory diameters,
see page 321.

TM FILZEEHEYREDREMTEYF P =1 (mm) DIFE. TIN We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
o

290 EM”GE SESLA - Ordering example: €5059500.0112



ERiE 4 w7 - Cold-Forming Taps

60°

DIN 13

IHOANZOVT vy

With extra long shank

1/72=b21s EMUGE
4

>vy0OmMmLT

Bl BN

I 0 : -__:;
/37 - Tolerance 6HX | 6HX |
A—F«>7% -Coating | TIN-80 || TIN-8O )
s T E5R# - Cutting material | HSSE 33 || 'HSSE #35 |

Technical information

» B 305 - 324

YWV | cre3 )| cre3 )
® | cor ) E/0 )

RUZRSETTEIR
Thread depth and hole type

max. 3 x dy max. 3 X d4

10D

— ) ——

F7VT—2av- #HEIN

P 1151 ||P 11561 |
11312 )| 11312 |
K 27 ) K @5 )

Application — material w272 N 21-2,24-5 ||N 21-2,24-5 |
S 11222 ||S 11222
S 242 )|S 242 )
T ERIFE - Tool ident €555Z700 | (€544Z700
I A/ TA—L\ A/ TA—L
YA X | 2-Z-SN-LS | 2-Z-SN-IKZ
0 d P / BE PM-TIN-80 LS-PM
mm mm I I 0dy O A TIN-80
M 10 15 200 16 7 55 9,35 .0100
12 1,75 224 18 9 7 11,25 .0112 ° o)
14 2 224 20 11 9 13,1 0114 o o)
16 2 224 22 12 9 15,1 .0116 ° o
18 25 250 25 14 11 16,85 .0118
20 25 280 25 16 12 18,85 .0120 o o
- = 286 286

V@D RDGE FANERHEHE S EA<IEE L,
Cold-forming in through holes is possible only with external cooling/lubrication

2% 0,05 (mm) [CIRE/NSLK TR EHHEEBUET,

HER T NVEDOSEMICDOWTIE 321 R—IESELLE,

) INILYaVERDEEIFERALHIRINDEZENHDET,
Restricted application possibilities with emulsion

materials (such as aluminium cast alloys) for P > 1 mm.
For further information regarding the recommended preparatory diameters,

TM FILZEEHEYREDKEFTEYF P =1 (mm) DIFE. TN We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
o

see page 321.

@ = IRAEFEE [ - Stock tool

O = BELET T - Available at short notice

B o




E MUG E #53&E 4y 7 - Cold-Forming Taps

60°

DIN 13

RURE 3xdy FTOOVTTIL—K

For thread depths up to max. 3 x d4

O

1\

L]
=

=R 5

1/7A—L1L 2-LF3

A7 - Tolerance 6HX | 6HX |
J—F 17" - Coating TIN-T26 | TIN-T26 |
o T BE3&# - Cutting material HSSE %k HSSE 5%k
BifEE w B 305 - 324 J J
Technical information
WaARA: C/2-3 ) C/23 )
[} E/0 | E/0 |
max. 3 x dy max. 3 x d4
RUES &R ] 1]
Thread depth and hole type n n
P g
P 2151 | P 2151
K21 K 21
FIVT—A-BEM oo ) )
Application — material
TERZE  Tool ident €599W700 C500W700
1/ 74— 1/ 74—
H14Z 2-H-SN-IKZ 2-H-SN-IKZN
0 dy p ! B LF3-PM LF3-PM
mm mm I Iy g dy O ] TIN-T26 TIN-T26
M 24 3 215 30 18 14,5 22,6 0124 e} (e}
30 3,5 240 35 22 18 28,35 .0130 O O
33 319 255 B8] 25 20 Bilfss 0133 O O
36 4 275 40 28 22 34,1 .0136 O O
42 45 295 45 32 24 39.85 0142 O O

V@D RDOGEIFHNERHEHZE S ERA<TIEE L,

Cold-forming in through holes is possible only with external cooling/lubrication

TILZEEHEYREDREIMTEYF P =1 (mm) DIFE. TN

7% 0,05 (mm) ICIRENSKTBEZHRLET,

HER T NRDEMICDWTIE 321 R—IZETELZS,

We recommend a smaller preparatory diameter by 0.05 mm for difficult to form

materials (such as aluminium cast alloys) for P > 1 mm.

For further information regarding the recommended preparatory diameters,
see page 321.

2

ZESHI - Ordering example: C599W700.0124



#53E 4w 7 - Cold-Forming Taps 1/ 7 A—/1\ 2-LF4 E M UG E
H

560" el

DIN 13

RUZES 4xdi Econys7)L—k
For thread depths up to max. 4 x d4

3% - Tolerance 6HX | 6HX |
d—F«>% - Coating TIN-T26 ) TIN-T26 |
SR T E5=# - Cutting material | |HSSE $35K | HSSE #3K |

Technical information w5 305 - 324

AANA C/23 ) C/23 )
() E/0 ) E/0 |

max. 4 x d4 max. 4 x d4
PR LR ] ]
Thread depth and hole type n n
n = =
P2151 | P2161
K 21 K21
FIVT—Y AR ) J
Application — material
T ERIE - Tool ident C594W700 €595W700
A/ 7x4—=L | 4/ T7A—L
! J4X 2-H-SN-IKZ 2-H-SN-IKZN
9 dy P / BE LF4-PM LF4-PM
mm mm I Iy 0 dy O A TIN-T26 TIN-T26
M 24 3 240 30 18 145 | 226 0124 o o
30 3,5 270 35 22 18 28,35 | .0130 o o)
33 3,5 290 35 25 20 31,35 | .0133 o o
36 4 310 40 28 22 34,1 .0136 o] o
42 45 340 45 32 24 3985 | .0142 o) o

NEBORDIGE FAER G HE SEALTIEE W,
Cold-forming in through holes is possible only with external cooling/Iubrication

FILZEEHEYREDKEFTEYF P =1 (mm) DIFE. TN We recommend a smaller preparatory diameter by 0.05 mm for difficult to form

2% 0,05 (mm) [CTERE/NSLK T EEHELET, materials (such as aluminium cast alloys) for P > 1 mm.
i’ R T NROFEMICOWTIE 321 R—IZBELZE ), For further information regarding the recommended preparatory diameters,
see page 321.
@ = 1EXEFEEM - Stock tool EMUGE [DIeL]
O = BELET T - Available at short notice



EMUGE #Ri&E 4y 7 - Cold-Forming Taps Re)bwo1

60°
MF
[

I3
I O
s [ |
/A7 - Tolerance BHX ) 6HX )
J—7« %" - Coating L TIN
RS T E3&# - Cutting material HSSE )|  HSSE |

Technical information » =305 - 324

YWY | cre3 )| ci23 )

& | c/0/p ) E/0/P )

max. 3 x dy
RUFESERR i
Thread depth and hole type n
| |
P 1131 |P 1131
11212 )|V 11212 )
T — 3 - #HEIM \ N 145212 |N 145212
Application — material w8272
TREEE  Tool ident B0911400 | B0921400
] Rolbyo | Rolbyd
14X 1-STEEL | 1-STEEL-SN
9 dy P : BUE TIN TIN
mm mm 4 lo I3 9 do O ]
M 25 x 035 50 7 12 2,8 2,1 2,37 .0196
26 x 0,35 50 7 12 2,8 2,1 2,47 .0199
3 x 035 56 8 18 815 2,7 2,88 .0202
35 x 0,35 56 9 20 4 3 3,38 .0205
4 x 05 63 10 21 4,5 34 3,8 .0210 [ J L]
5 x 0,5 70 11 25 6 4,9 4,8 .0218 [ J L]
6 x 05 80 13 30 6 49 58 .0228 [} [}
6 x 0,75 80 13 30 6 49 5,7 .0229 [ J L]
7 x 0,75 80 13 30 7 59 6,7 .0239
8 x 0,75 80 14 30 8 6,2 7,7 .0250 L J L J
8 x 1 90 17 85 8 6,2 7,6 .0251 [ J L]
9 x 0,75 90 14 35 9 7 8,7 .0262
9 x 1 920 17 35 9 7 8,6 .0263
10 x 0,75 90 15 35 10 8 9,7 .0275
10 x 1 90 18 35 10 8 9,6 .0276 [} ®
10 x_1.25 100 18 39 10 8 9.45 .0277
DIN2174 —— o B 296 296

NBORDIGE AR E S ERLIEE L,
Cold-forming in through holes is possible only with external cooling/lubrication

) IR Y avEROBRIGERANHIRINZHEENHDET,
Restricted application possibilities with emulsion

&% 0,05 (mm) [CTRENSLKTDEEHELET, materials (such as aluminium cast alloys) for P > 1 mm.

BT NROFEMICOVWTIE 321 R—IZZELESN, For further information regarding the recommended preparatory diameters,
see page 321.

fﬂ FILZEEHEYREDREMTEYF P =1 (mm) DIFE. TIN We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
o

294 EMUGE Z3ESLA - Ordering example: B0911400.0210



$53& 4w 7 - Cold-Forming Taps 1/74=4L1,Kk9bvo1 &SANMUGE

5 SPEED
60 %7]u)) s RN T
DIN
MF a0 B Bl B
DIN 13
.
| B 3
N N 3
i | [ i
[
I3
l2 O o o T & =
\ S g 2
=3 S [ ] ] ] g‘
A7 - Tolerance BHX )| eHX ] BHX ) 6HX )
Jd—F«>% -Coating | TIN-80 )| TIN-80 | TCN__Jj __TEN )
BKITER . T R58# - Cutting material | 'HSSE #45K || 'HSSE #3 | HSSE || #BRE |
Technical information W18 305 - 324
YV | cres )| c/e3 ) E/152 || E/152 |
& | o/ )| E/0 ) E/0 )| E/0 )
max. 3 x dq max. 3 x dy max. 3 x dy
RURS EARFIR i I I
Thread depth and hole type n | || L]
— 1) —— —
P 1151 |P 1161 | N 145 )N {145 )
11-312 )| 11312 |
TV =3 >- HHEIM . K 2 ) K 25 ]
Application — material B 272 N 21-2,24-5 ||N 21-2,24-5
S 11222 |S 11222
S 242 )| S 242 )|
T ERIFE - Tool ident B521Z700 | B523Z700 B5059500 | B505Q0800
] A/ TA—=L|\ A/ TA—L Rolbyo HBRE
HAZX | 1-Z-SN-PM | 1-Z-SN-IKZ 1-GAL Roiby o
0 dy P / B TIN-80 PM-TIN-80 SPEED/E-SN 1-GAL
mm mm I Iy I3 0 dp O A IKZN-TICN | SPEED/E-SN
IKZN-TICN
M 25 x 035 50 7 12 2,8 2,1 2,37 .0196
26 x 0,35 50 7 12 2,8 2,1 2,47 .0199
3 x 035 56 8 18 3,5 2,7 2,88 10202
35 x 0,35 56 9 20 4 3 3,38 10205
4 x 05 63 10 21 4,5 3,4 3,8 0210
5 x 05 70 11 25 6 4,9 4,8 .0218
6 x 05 80 13 30 6 4,9 58 .0228
6 x 075 80 13 30 6 4,9 5,7 .0229 o) o
7 x 075 80 13 30 7 55 6,7 0239
8 x 075 80 14 30 8 6,2 7,7 .0250
8 x 1 90 17 35 8 6,2 7,6 0251 ° ) o) o
9 x 075 90 14 35 9 7 8,7 10262
9 x 1 90 17 35 9 7 8,6 10263
10 x 0,75 90 15 35 10 8 9,7 0275
10 x 1 0 18 35 10 8 9,6 0276 ° )
10 x 125 100 18 39 10 8 9.45 0277 o o
DIN2174 ——"—"w B 297 B 297 B 298 B 298

N EBORDIGE S EREHE SEALTIEE W,
Cold-forming in through holes is possible only with external cooling/Iubrication

) IRILY AV ERDEEIFEBIHIRINZGENHDET,
Restricted application possibilities with emulsion

] FILZEEHEYREDKEFTEYF P =1 (mm) DIFE. TN We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
J % 0,05 (mm) ICIEE/NSKT DI EZHERUET, materials (such as aluminium cast alloys) for P > 1 mm.
Y R T NROFEMICOWTIE 321 R—IZBELZE ), For further information regarding the recommended preparatory diameters,
see page 321.
@ = 1EXEFEEM - Stock tool EMUGE DTS
O = BEWLWEDLER - Available at short notice



EMUIGE #&5v7 - cod-Foming Teps Reolbws 2,4/ 7A—12
STEEL
60° Eili)
DIN
MF il |y [ |
| ] 1
[ "
It
Iz O o o o
\ S 2 2
- 5 L & & Y
1SY | 1S I_ 3)
/37 - Tolerance 6HX ) 6HX | 6HX ) 6HX ) 6HX )
d—7 7" - Coating N TN )| TN66 )| TIN-66 )| TIN-66 |
ISR ; T E35#1 - Cutting material HSSE )|  HSSE || 'HSSE #3 )| 'HSSE #7 || HSSE #)7K |
Technical information "5 305 - 324
YN | cres )| cres )| cres )| c/e3 )|Ei52)
® | e/0/p ) Eso/p )| Es0/P )| E/O ) E/O
max. 3 x dy max. 3 x dy max. 3 x dy
RUESERR il il 7]
Thread depth and hole type n n | L
== — 1) ——
P @317 | P @31 | P @4 [P @4 P @iE
11212 || 11212 (K 25 )| K @27 )IK 27 )|
T — a3 >- #HEIM . N 14-5,21-2 ||N 14-5,21-2 |
Application — material »iE 272
TERE  Tool ident C0911400 | C0921400 | C5217F00 | C5237F00 | C5317F00
] Rolbw? | Koy |4/ TAx—L\ A/ TA—L|(/TA—L1L
/i Y41 2-STEEL | 2-STEEL-SN | 2-STEEL-M | 2-STEEL-M |2-STEEL-M/E
0 dq P : BE TIN TIN SN-PM SN-IKZ-PM | SN-IKZ-PM
mm mm l Iy 0 dy O A TIN-66 TIN-66 TIN-66
M 11 x 1 E) 18 8 62 | 106 0288
12 x 1 100 18 9 7 11,6 .0301 ° °
12 x 125 100 22 9 7 11,45 | .0302
12 x 15 100 22 9 7 11,35 | .0303 ° ° ° ° °
14 x 1 100 18 11 9 13,6 10329
14 x 125 100 22 11 9 13,45 | .0330
14 x 15 100 22 11 9 13,35 | .0331 ° ° ° ° °
15 x 1 100 18 12 9 14,6 .0343
15 x 15 100 22 12 9 14,35 | .0345
16 x 1 100 18 12 9 15,6 .0357 o o
16 x 15 100 22 12 9 15,35 | .0359 ° ° ° ° °
18 x 1 110 20 14 11 17,6 .0388
18 x 15 110 25 14 11 17,35 | .0390
18 x 2 125 26 14 11 17,1 .0391
20 x 1 125 20 16 12 19,6 0420
20 x 15 125 25 16 12 19,35 | .0422 ° °
20 x 2 140 27 16 12 191 .0423
DIN2174 gk —— 294 294

NEBORDIGE (FHER G HE SEALTIEE W,
Cold-forming in through holes is possible only with external cooling/Iubrication

2 IV 3V ERDSRIGERMNHIRENSIHENHD T,

Restricted application possibilities with emulsion

3 PR

Patent pending

f

o

TILZEEHEYREDREIMTEYF P =1 (mm) DIFE. TN

&% 0,05 (mm) [ICBENSLK T EZHRELET,
HER T NRDEMICDWTIE 321 R—IZETELZS,

materials (such as aluminium cast alloys) for P > 1 mm.

For further information regarding the recommended preparatory diameters,
see page 321.

We recommend a smaller preparatory diameter by 0.05 mm for difficult to form

o EMUGE

Z3ESH - Ordering example: G0911400.0301



ERE4 Y7 - Cold-Forming Taps

STEEL
5

H
[SE:de

;

1774=b2 EMUGE
4

vo0OmT

o o oo o oo o
S S S S S S
o o & o & R
3) 3) 3)
6HX | 6HX ) 6HX ) BHX | 6HX | 6HX | 6HX )
TICN-67 || TICN-67 )| TICN-67 | TIN-T26  J| TIN-T26 | TIN-80 || TIN-80 |
HSSE #7K || HSSE #7K || HSSE 37 | HSSE #37& || HSSE #7K | HSSE #7K || HSSE #7K |
c/2-3 ) C/2-3 )| E/15-2 | C/2-3 )| C/2-3 | C/2-3 )| C/2-3 |
E/Q0/P | E/0 | E/0 ) E/0 ) E ] E/O0/P | E/0 )
max. 3 x dy max. 3 x dq max. 3 x dy max. 3 X t4 max. 3 X dy max. 3 x dy
I I 1 I I I
— 1) —— — 1) —— — 1) ——
P 3161 P 3151 P 3151 P 2151 |P 2151 P1161 P 1151
K @I | K 2|k 2 K @Ik 2N 11312 )11 11312 )
K @I K @D
N 21-2,24-5 ||N 21-2,24-5
§ 11222 )|S 11222 )
Se4a seaa )
C5216F00 C5236F00 C5316F00 C521W700 | C523W700 C521Z700 5232700
A)TA—L\ A/ TA—L|\ 1/ TA—L A/ TA—L\ 1/ TA—L A/ A=\ 1/ TA—L
2-STEEL-H | 2-STEEL-H | 2-STEEL-H/E 2-H-SN-PM | 2-H-SN-IKZ 2-Z-SN-PM | 2-Z-SN-1KZ
SN-PM SN-IKZ-PM | SN-IKZ-PM TIN-T26 PM-TIN-T26 TIN-80 PM-TIN-80
TICN-67 TICN-67 TICN-67
M1 x1
12 x1
12 x 1,25
) ) ) ) ) ) ° 12 x 1,5
14 x1
14 x 1,25
[ ) [ [ [ [ [ [ ] 14 x 1,5
15 x 1
15 x 1,5
16 x 1
) ) ) ) ) ) () 16 x 1,5
18 x 1
18 x 1,5
18 x 2
20 x 1
20 x 1,5
20 x 2
295 295

IL—4 YIHRY Y —XICDWT
I% 238 - 239 R—IHTELLLEU,

Coolant-lubricants, see page 238 - 239

@ = IRAEFEE [ - Stock tool
O = BELET T - Available at short notice

EMUGE
a7




E M UG E #53&E 4y 7 - Cold-Forming Taps

60°

m DIN 13

2174 E .

EMUGE
PEEYT

—r

SPEED
RN

Kolbw 2

l2 O as
L \ o
= ) I ™ D B =
1SY | 1S I_
/A7 - Tolerance 6HX ) 6HX )
Od—35 7% - Coating TICN | TN |
Ut ‘ T BE3&# - Cutting material HSSE | BE
Technical information "5 305 - 324
YV Er52 || Er52 |
| e/0 ) E/0 )
max. 3 x dy
RUFES LR i
Thread depth and hole type n
| |
N 145 )| N 145 )
T — 3 - #HEIM .
Application — material w8272
T EEE  Tool ident €5059500 | C€5050800
] Rvlbyyo B
/i H1Z 2-GAL Koy
0 dy P / BUZE | SPEED/E-SN 2-GAL
mm mm Iy Iy gdy O ] IKZN-TICN | SPEED/E-SN
IKZN-TICN
M 11 x 1 90 18 8 6,2 10,6 .0288
12 x 1 100 18 9 7 11,6 .0301
12 x 125 100 22 9 7 11,45 .0302 O O
12 x 15 100 22 9 7 11,35 .0303 e} e}
14 x 1 100 18 11 9 13,6 .0329
14  x 1,25 100 22 11 9 13,45 .0330
14 x 15 100 22 11 9 13,35 .0331 e} e}
15 x 1 100 18 12 9 14,6 .0343
15 x 15 100 22 12 9 14,35 .0345
6 x 1 100 18 12 9 15,6 .0357
16 x 15 100 22 12 9 15,3 .0359 e} O
18 x 1 110 20 14 11 17,6 .0388
18 x 15 110 25 14 11 17,35 .0390
18 x 2 125 26 14 11 171 .0391
200 x 1 125 20 16 12 19,6 .0420
200 x 15 125 25 16 12 19,35 .0422
20 x 2 140 27 16 12 1941 0423
DIN2174 = 295 295

% 0,05 (mm) [CIRENSLK TR EEHRUET,
HER T NRDEMICDWTIE 321 R—IZETELZS,

w FILIESEMEEOHEHMTEYF P> 1 (nm) OBE. TR
&

see page 321.

We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
materials (such as aluminium cast alloys) for P > 1 mm.

For further information regarding the recommended preparatory diameters,

el EMUGE

Z3ESH - Ordering example: 65059500.0302



$53& 4w 7 - Cold-Forming Taps Koo 1,1/74—401 &=SINMUGE

i STEEL
60 //7II|7JDI
=~ DIN
UNGC - Bl E
ASME B1.1 |
|
ﬁ |
i
h
I3
I O o | [~
\ S s &
= o [ ] u 0 :
A7 - Tolerance 28X | BX ) 28X ) 28X )
=37 - Coating TN ) TN TIN-80 J|  TIN-80 |
Rt ; T E5R# - Cutting material HSSE )| _ HSSE ) HSSE ¥3K || HSSE #K |
Technical information w5 305 - 324
YV | cres )| c/e3 ) c/23 )| C/23 )
& | c/0/p )| E/0/P ) E/0/P )| E/0 )
max. 3 X dy max. 3 x dy max. 3 x dy
RURSENFIR T i i
Thread depth and hole type n n n
e — e — 1) ——
P 1.1-31 1P 11.1-31 J P 1151 1| P 1.1-5.1 )
11212 )| 11212 | 11312 )|V 11312 |
TV =3 >- HHEIM 979 N 14-5,21-2 ||N 1.4-521-2 | K 21 ) (K 25 )
Application — material » N 21-2,24-5 ||N 21-2,24-5
S 11222 ||S 14222 |
S @420 | s a2
T ERIE - Tool ident B0911400 B0921400 B521Z700 B5232700
] Rolbyo | Rolbyd A/ TA—L| 1/ T A—L
H14X 1-STEEL 1-STEEL-SN 1-Z-SN-PM | 1-Z-SN-IKZ
04 P ' BE TIN TIN TIN-80 PM-TIN-80
inch inch  Gg/1" (tpi) |4 lo I3 g do U A
Nr. 4 0.1120 40 56 11 18 3 2,7 2,55 .5003 [ ] [} [}
Nr. 5 0.1250 40 56 11 18 3,5 2,7 2,9 .5004
Nr. 6 0.1380 32 56 12 20 4 3 3,15 5005 [ ] [ J L]
Nr. 8 0.1640 32 63 13 21 45 3,4 3,8 .5006 [ ] (] (]
Nr.10  0.1900 24 70 15 25 6 49 4 3l .5007 ® [} () [}
Nr.12  0.2160 24 80 16 30 6 49 .5008
/4 0.2500 20 80 17 30 7 55 5,75 .5009 L] [ J [ J L]
5/16  0.3125 18 90 20 35 8 6,2 7,3 5010 [ J (] ® [}
3/8  0.3750 16 100 22 39 10 8.8 5011 (] [ ] [) [
=~DIN2174 iw 300 300 300 300
N BORDOIGEIFASIGHZ SFERIEEN,
Cold-forming in through holes is possible only with external cooling/lubrication
) IRV aVERDSEEIFERAIGEIRINDZENHBDET,
Restricted application possibilities with emulsion
| FILZEEHEYREDRE M TEYF P =24 1L/A" L EDRU We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
iﬁé TR % 0,05 (mm) ICRE/NSKTHEEHBEUET,  materials (such as aluminium cast alloys) for P > 1 mm.
HERTNROFEMICOWTIE 321 R—IZEBELZE, For further information regarding the recommended preparatory diameters,
see page 321.
@ = 1EXEFEEM - Stock tool EMUGE [DIels)
O = BEWLWEDLER - Available at short notice
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UNC %

= DIN

2174 .

STEEL
50

Rolbyo 2,4/ 7A—1L2

>y 0OmMmT

ASME B1.1
It
Iy O - o
\ ° =
sl [ 3 L] : 5
=t
/37 - Tolerance 28X ) 28X | 2BX | 28X )
=35 +>7% - Coating TN ) TIN TIN-80 )| TIN-80 |
ISR 205 - 34 T E3R# - Cutting material HSSE ) HSSE | HSSE #3K || HSSE #33K |
Technical information » )
YN | cres )| c/e3 ) c/23 )| C/23 )
& | c/0/p ) E/0/P ) E/0/P )| E/0 )
max. 3 x dy max. 3 x dy max. 3 x dq
RURSENAR I i i
Thread depth and hole type n n n
== — 1) ——
P 1131 |P 1131 P 1151 |P 1151
11212 )|V 11212 ) 11312 )|V 11-312 |
IV — 30— gElIH 279 N 145212 |N 14-521-2 K 21 (K 21 )
Application — material » N 21-2,24-5 ||N 21-2,24-5 |
S 11222 |S 11222
S (242 1|S 242 )
T EEZE - Tool ident 0911400 0921400 5212700 5232700
] Rolbyo | Rolbys A1/ 7x—L| A1/ 7=
14X 2-STEEL | 2-STEEL-SN 2-Z-SN-PM | 2-Z-SN-IKZ
0 dy P : BE TIN TIN TIN-80 PM-TIN-80
inch inch ~ Gg/1" (tpi) |4 lo 0 do O |
76 04375 14 100 22 8 6,2 | 1025 | .5012 ° ° ° °
/2 05000 13 110 25 9 7 11,8 5013 ° ° ° °
96 05625 12 110 26 11 9 133 5014 o) o)
58 06250 11 110 27 12 9 14,8 5015 ° ° ° °
34 07500 10 125 30 14 11 17,85 | 5016 ° ° ° °
/8 0.8750 9 140 32 18 14,5 20,9 5017
1 1.0000 8 160 36 18 145 | 239 .5018
=DIN2174 G 299 299 299 299

N BORDIGEFHER G HE SERTIEE W,
Cold-forming in through holes is possible only with external cooling/lubrication

9 IXILY 3V EROSEIGERIHIRINZZENHDET,
Restricted application possibilities with emulsion

f

o

FILZEEFYREDRAIMTEYF P =24 ILNA" L EDRD
DIFAE. TREZ 0,05 (mm) [CIRENSK T DI EZHERLET,

HER T NRDEMICDWTIE 321 R—IZETELZS,

We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
materials (such as aluminium cast alloys) for P > 1 mm.

For further information regarding the recommended preparatory diameters,

see page 321.

300 EELLES

Z3ESH - Ordering example: C0911400.5012
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5 STEEL
60 //7II|7JDI
=~ DIN
ASME B1.1 |
|
ﬁ |
i
[
I3
l2 O o | [~
\ S s &
= o [ ] [ 0 :
A7 - Tolerance 28X | BX ) 28X ) 28X )
=37 - Coating TN ) TN TIN-80 J|  TIN-80 |
Rt ; T E5R# - Cutting material HSSE )| _ HSSE ) HSSE #3K || HSSE #K |
Technical information w5 305 - 324
YV | cres )| c/e3 ) c/23 )| C/23 )
& | c/0/p )| E/0/P ) E/0/P )| E/0 )
max. 3 X dy max. 3 x dy max. 3 x dy
RURS IR i I I
Thread depth and hole type || || ||
— o 1) ——
P 1.1-31 1P 11.1-31 J P 1151 1| P 1.1-5.1 )
11212 (111212 ) 11312 )|/ 11-312 |
TV =3 >- HHEIM 979 N 14-5,21-2 ||N 1.4-521-2 | K 21 ) (K 25 )
Application — material » N 21-2,24-5 ||N 21-2,24-5
S 11222 |S 11222
S (242 )|S 242 )
T ERZE - Tool ident B0911400 B0921400 B521Z700 B523Z700
] Koy | Rolbyo A/ TA—L| 1/ T A—L
¥ H14X 1-STEEL 1-STEEL-SN 1-Z-SN-PM | 1-Z-SN-IKZ
04 P BE TIN TIN TIN-80 PM-TIN-80
inch inch  Gg/1" (tpi) |4 lo I3 g do U
Nr. 2 0.0860 64 45 7 12 2,8 2,1 2,02 5035
Nr. 3 0.0990 56 50 9 14 2,8 2,1 2,32 .5036
Nr. 4 0.1120 48 56 11 18 818 2,7 2,62 5037 [ ] L]
Nr. 5 0.1250 44 56 11 18 3,5 2,7 2,92 .5038
Nr. 6 0.1380 40 56 12 20 4 3 3,22 .5039 ® [} [}
Nr. 8 0.1640 36 63 13 21 45 3,4 3,85 .5040 [ ] [ J [ J
Nr.10  0.1900 32 70 15 25 6 49 4,45 .5041 L] [ J [ J L]
Nr.12  0.2160 28 80 16 30 6 49 5,1 5042
/4 0.2500 28 80 17 30 7 55 5,95 .5043 L] [ J [ J L]
5/16 0.3125 24 90 17 35 8 6 2 7,45 .5044 (] [J ) [}
3/8  0.3750 24 90 18 85 10 9.05 .5045 L e (] e
=~DIN2174 iw 302 302 302 302
NBORDIGEIFASIEHZ SFERIEEN,
Cold-forming in through holes is possible only with external cooling/Iubrication
) IRV aVERDSEIFERAIGIRINDZENHBDET,
Restricted application possibilities with emulsion
| FILZEEHEYREDRE M TEYF P =24 1L/A" L EDRU We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
iﬁé TR % 0,05 (mm) ICRE/NSKTHEEHBEUET,  materials (such as aluminium cast alloys) for P > 1 mm.
HERTNROFEMICOWTIE 321 R—IZEBELZE, For further 